English Translation 


Japanese Patent Publication No. 04-055028 . . . Citation 2 

Specification 

1. Title of the Invention: 

Seaming Method for Can Lid 

2. Claim: 

1. A method to seam a can lid to a tubular can body, which is 
characterized in that it comprises: a step to superpose a seaming 
panel part that is formed along an outer periphery of the can lid 
onto a flange part that is outwardly formed at an outer peripheral 
end of an opening of the can body to put the can lid on the can body, 
and then curl an outer peripheral end of the seaming panel part of 
the can lid which projects outward from the superposed part of the 
seaming panel part on the flange part of the can body to produce a 
part having an arc shaped cross section so that a tip edge of the 
seaming panel part is tucked inside a tip edge of the flange part 
of the can body; a step to perform a first seaming operation to the 
can lid and a neck forming operation to the can body at the same time; 
and a step to perform a second seaming operation to promote the first 
seaming operation. 

3. Detailed Description of the Invention: 
[Field of the Invention] 
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The present invention relates to a seaming method for can lid 
to seam a can lid to a can container. 
[Prior Art] 

Generally, can lid seaming is performed, as shown in a partial 
cross sectional view of Figure 5, by putting a can lid Y which includes 
a seaming panel part 21 over an opening formed in a can body X which 
includes an outward folded flange part 20, and pressing the seaming 
panel part 21 for double seaming operation. The seaming panel part 

21 has a curled part 22 which has an arc shaped cross section with 
an outer circumferential end being curled inside. Putting of such 
a can lid Y on the can body X for double seaming forms, as shown in 
the seaming state of Figure 6, an end hook 23 with a sufficient curled 
part 22 to provide an assured seaming. 

Meanwhile, a neck forming operation is typically performed on 
a can body, for saving a can lid material and increasing a stackability, 
for example. The neck forming operation on a can body reduces the 
diameter of an opening of the can body, which leads to a saving of 
a can lid material which is to be put over the opening. 

Conventionally, for the double seaming of a can lid to this type 
of can body, as shown in Figure 7, a method is known in which a necked 
part 24 is formed in a can body X beforehand, and then a can lid Y 
is put on the can body X. 

As shown, the neckedpart 24 functions to match the opening diameter 
of the can body X with the diameter of the can lid Y, and to put the 
can lid Y on the can body X without any collision of the curled part 

22 of the seaming panel part 21 of the can lid Y to the flange part 
20 of the can body X. 
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However, this disadvantageously requires to increase a step in 
amanuf acturingprocess to f orm a neckedpart 2 4 in a can body beforehand . 

Thus, it is proposed to perform the double seaming operation and 
the neck forming operation at the same time. This eliminates the step 
to form a necked part 24 before putting the can lid Y on the can body 
X, which decreases the number of steps in the manufacturing process. 

However, as shown in Figure 8, there is a gap m between the can 
•body X and the can lid Y to form a necked part in the can body X, 
and if the can lid Y is put on the can body X which does not have 
a necked part yet, the curled part 22 of the seaming panel part 21 
of the can lid Y which is shown by the imaginary line in Figure 8, 
collides the flange part 20 of the can body X and the can lid Y is 
hardly put on. 

Then, as shown in Figure 8, it is contemplated to put the can 
lid Y on the can body X before the curled part 22 is formed in the 
seaming panel part 21 of the can lid Y. 

However, the double seaming of the can lid Y without the curled 
part 22 of the seaming panel part 21 significantly increases an amount 
to be seamed in the first seaming, resulting wrinkles and the like 
are formed at the seamed portion, which may produce failure in seaming. 
In addition, as shown in Figure 9, since the seaming panel part 21 
of the can lid Y has a tip 25 which collides the can body X, 
disadvantageously not only an end hook cannot be formed, but also 
an sufficient seaming cannot be provided. 
[Problems to be Solved by the Invention] 

The present invention is made in view of the above disadvantages, 
and it is an object of the present invention to provide a seaming 
method for can lid which allows a can lid to be put on a can body 
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without the necessity of a neck forming operation on the can body 
beforehand, and which assures the can lid to be double seamed to the 
can body. 

[Means for Solving the Problems] 

To accomplish the above object, the present invention is a method 
to seam a can lid to a tubular can body, which is characterized in 
that it comprises: a step to superpose a seaming panel part that is 
formed along an outer periphery of the can lid onto a flange part 
that is outwardly formed at an outer peripheral end of an opening 
of the can body to put the can lid on the can body, and then curl 
an outer peripheral end of the seaming panel part of the can lid which 
projects outward from the superposed part of the seaming panel part 
on the flange part of the can body to produce a part having an arc 
shaped cross section so that a tip edge of the seaming panel part 
is tucked inside a tip edge of the flange part of the can body; a 
step to perform a first seaming operation on the can lid and a neck 
forming operation on the can body at the same time; and a step to 
perform a second seaming operation to promote the first seaming 
operation . 

[Operation] 

The can body includes a flange part which is outwardly folded 
at an outer peripheral end of an opening of the can body. 

The can lid includes a seaming panel part which is formed along 
an outer periphery of the can lid. 

First, the can lid is put on the can body. 

Next, a step is performed in which the seaming panel part of the 
can lid is superposed on the flange part of the can body to put the 
can lid on the can body, and an outer peripheral end of the seaming 
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panel part of the can lid which projects outward from the superposed 
part of the seaming panel part on the flange part of the can body 
is curled to be a part having an arc shaped cross section. In this 
step, a tip edge of the curled seaming panel part is tucked inside 
a tip edge of the flange part of the can body. 

In this way, since an outer peripheral end of the seaming panel 
part is curled after the can lid is put on the can body, the can lid 
can be put on the can body without the necessity of a neck forming 
operation on the can body beforehand. 

Next, a first seaming operation is performed on the can lid while 
a neck forming operation is performed on the can body. In this step, 
the curling on the outer peripheral end of the curled seaming panel 
part prevents the occurrence of wrinkling and the like. In addition, 
the tip edge of the curled seaming panel part is tucked inside a tip 
edge of the flange part of the can body, so that a smooth seaming 
can be performed without collision of the tip of the seaming panel 
part to the can body. 
[Embodiment] 

Now, an embodiment of the present invention will be explained 
with reference to the accompanying drawings. 

Figure 1 is a cross-sectional view to explain a state to put a 
can lid on a can body. Figure 2 is a cross-sectional view to explain 
a step of curling. Figures 3 and 4 are cross-sectional views to explain 
a step of a double seaming operation and a neck forming operation. 

In Figure 1, reference numeral 1 denotes a can body made of a 
synthetic resin such as plastic having a flange part 2 which is outwardly 
folded at a periphery of an opening of the can body, and reference 
numeral 3 denotes a can lid made of a metal such as aluminum and steel 
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having a seaming panel part 4 which is formed along an outer periphery 
of the can lid. Reference numeral 5 denotes a seaming chuck, reference 
numeral 6 denotes a curling rail to curl the outer periphery of the 
can lid, reference numeral 7 denotes a first seaming rail to perform 
a first seaming operation and a first neck forming operation, and 
reference numeral 8 denotes a second seaming rail to perform a second 
seaming operation. 

As shown in Figure 1, the seaming panel part 4 of the can lid 

3 has a width larger than that of the flange part 2 of the can body 
1. 

In the seaming method according to the present invention, first, 
as shown by the imaginary line of Figure 1, the seaming panel part 

4 of the can lid 3 is superposed on the flange part 2 of the can body 
1 to put the can lid 3 on the can body 1. In this step, the can lid 
3 is put on the can body 1 so that an outer peripheral end 9 of the 
seaming panel part 4 is projected outward from the superposed part 
of the seaming panel part 4 on the flange part 2 of the can body 1. 

Next, as shown in Figure 2, the can lid 3 is held to be put on 
the can body 1 by an inner surface of the seaming chuck 5, and the 
outer peripheral end 9 of the seaming panel part 4 of the can lid 
3 is pressed by the curling rail 6 for forming. The curling rail 6 
includes a curling groove 10 which is positioned corresponding to 
the outer peripheral end 9 of the seaming panel part 4 and has a shape 
to which the outer peripheral end 9 is curled into . The outer peripheral 
end 9 of the seaming panel part 4 of the can lid 3 is curled to be 
a part having an arc shaped cross section by the curling rail 6. In 
this step, a tip edge 11 of the curled part of the seaming panel part 
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4 is tucked inside a tip edge 12 of the flange part 2 of the can body 
1, with a length 1. 

In this way, since an outer peripheral end 9 of the seaming panel 
part 4 is curled remaining a gap of the length 1 after the can lid 
3 is put on the can body 1, a sufficient end hook is obtained after 
the seaming which will be explained below, and also the can lid 3 
can be put on the can body 1 without the necessity of a neck forming 
operation on the can body 1 beforehand. 

After the curling rail 6 is removed from the can lid 3, as shown 
in Figure 3, the curled part 13 of the can lid 3 is pressed by the 
first seaming rail 7 to perform a first seaming operation on the can 
lid 3. The first seaming rail 7 includes a first seaming groove 14 
which is positioned corresponding to the curled part 13. The first 
seaming rail 7 also includes a first jaw part 15 below the first seaming 
groove 14. This configuration allows a first seaming operation to 
be performed on the can lid 3 by the first seaming groove 14, and 
a neck forming operation to be performed on the can body 1 by the 
first jaw part 15 at the same time. 

In this step, the curling on the outer peripheral end 9 of the 
seaming panel part 4 remains only a small amount to be seamed in the 
first seaming operation, and this prevents the occurrence of wrinkling 
and the like. In addition, as described above, since the tip edge 
11 of the curled part 13 of the seaming panel part 4 does not collide 
with the can body 1, the first seaming operation can be performed 
smoothly on the can lid 3. 

After the first seaming rail 7 is removed from the can lid 3, 
as shown in Figure 4, a second seaming operation on the can lid 3 
is performed by pressing the part of the can lid 3 on which the first 
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seaming operation was performed by a second seaming rail 8 for further 
seaming. The second seaming rail 8 includes a second seaming groove 

16 to promote the first seaming operation on the can lid 3. The second 
seaming rail 8 also includes a second jaw part 18 below the second 
seaming groove 16 to hold a necking part 17 on which the neck forming 
operation was performed by the first jaw part 15. This configuration 
allows the second seaming operation to be performed on the can lid 
3 by the second seaming groove 15 with the shape of the necking part 

17 being maintained by the second jaw part 18. 
[Advantages of the Invention] 

As is clear from the above description, according to the present 
invention, since an outer peripheral end of a seaming panel part is 
curled after a can lid is put on a can body before a first seaming 
operation is performed on the can lid, a tip edge of the seaming panel 
part does not collide with the can body, and a sufficient end hook 
is obtained after double seaming the can lid. 

Further, according to the present invention, the number of steps 
in the manufacturing process can be decreased since a can lid can 
be put on a can body without the necessity of a neck forming operation 
on the can body beforehand. 

Moreover, according to the present invention, because a can lid . 
can be put on a can body, a suitable seaming method can be provided 
to a container made of a material such as plastic on which it is difficult 
to perform the. neck forming operation beforehand. 

4. Brief Description of the Drawings: 

Figure 1 is a cross-sectional view to explain a state to put a 
can lid on a can body; Figure 2 is a cross-sectional view to explain 
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a step of curling; Figure 3 is a cross-sectional view to explain a 
step of a seaming operation and a neck forming operation; Figure 4 
is a cross-sectional view to explain a step of a seaming operation 
and a neck forming operation; and Figure 5 to Figure 9 are 
cross-sectional views to explain a step of a seaming of a conventional 
can lid. 
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